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For comparison, identical forging was carried out on the test material in 
Comparative Example 1 which did not include Ag, to produce the forging in Comparative 
Example 9. 

Tensile tests were carried out on each of these forgings in the same manner as in 
Example 4. The tensile proof results are shown in Figure 5 and the increase in tensile 
elongation results are shown in Figure 6. 

The forging in Example 7 demonstrated higher strength than the forging in 
Comparative Example 9 that did not include Ag over the whole range of measured 
temperatures. The forging of Example 7 demonstrated the same high value for thermal 
conductivity at 300 °C as the casting employing the copper base alloy in Example 1. 
(Experiment 6) 

Production-2 for forging (hot rolling) 

The copper base alloy test material in Example 1 was melted, the molten material 
was poured into a casting mold, and solidified. The obtained ingots were rolled at 750 °C 
from a thickness of 40 to 20 mm, and then rolled further at 500 °C to a thickness of 10 
mm. Next, precipitation strengthening was carried out by maintaining at 480 °C for one 
hour, followed by cooling to room temperature to produce the forging in Example 8. 

For comparison, identical forging was carried out on the test material in 
Comparative Example 1 which did not include Ag, to produce the forging in Comparative 
Example 10. 



Tensile tests were carried out on each of these forging^sjb. the same manner as in 
Example 4. The tensile proof results are shown in Figure 7 and the increase in tensile 
elongation results are shown in Figure 8. 




